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(54)    Automotive steel cylinder head gasket 

(57) A first steel plate (20) has openings (30) corre- 
sponding to respective cylinder bores. The plate is 
embossed with shallow troughs (34) around each aper- 
ture, each filled with a thermosetting resin or sintered 
metal (38). The thermosetting resin is preferably an 
epoxy resin, and it includes mineral or metallic fillers. 
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The gasket may cdmprise a second steel plate (22) 
stacked together with the first plate on the side of the 
first plate where the resin is deposited, and provided 
with embossed bore beads (26) running around respec- 
tive troughs. 
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Description 

[0001]    This invention is concerned with automotive 
steel cylinder head gaskets. 
[0002]       Steel-plate gaskets have achieved wide s 
acceptance as seals for cylinder heads of internal com- 
bustion engines. These are sometimes single-layered 
but, more usually, they are multi-layered, and in the lat- 
ter case they generally comprise a flat base plate of 
stainless steel, which is stacked together with one or 10 
several plates of spring steel, or functional layers, hav- 
ing embossed beads to provide an elastic reaction 
when compressed between the engine block and the 
cylinder head. While beads or embossments may be 
distributed variously over the plate area, a so-called 75 
bore bead is always provided at a small distance around 
each cylinder bore. 
[0003]   In order to provide a higher sealing compres- 
sion near the cylinder bores, steel-plate gaskets are fur- 
ther provided with a so-called stopper immediately 20 
adjacent the bore. This is a reinforcement or differential 
thickness arranged between the bore bead and the 
bore, and acts both as a first-stage sealing element for 
combustion gases and as a compression limiter for the 
elastic bore bead. 2s 
[0004]   Stoppers have customarily been made by fold- 
ing the edge of one plate either over itself or over the 
edge of an adjacent plate. However, the thickness of a 
stopper obtained by this technique is necessarily 
exactly twice the thickness of the plate, and cannot be 30 
adjusted to the optimum value desired. 
[0005]   Accordingly, it has been proposed to provide a 
stopper by bull-welding a steel ring to the bore edge of 
the plate. With this technique, the thickness of the stop- 
per can be finely adjusted to any desired value, but its 35 
manufacturing cost is very high. 
[0006]    Another proposed technique is to deposit a 
layer of a metal powder along the the edge of the bore 
aperture in the gasket plate and to sinter it in place by a 
heating process. However, the thickness of the layer so 40 
obtained cannot be accurately controlled; 
[0007]   The main object of the invention is therefore to 
provide an automotive steel cylinder head gasket which 
can be manufactured with stoppers of any desired thick- 
ness with a good accuracy and at a low manufacturing 45 
cost. 
[0008]     Another object is to provide an automotive 
steel cylinder head gasket which can be easily provided 
with stoppers of different thickness in one step only, as 
required by different operating conditions. so 
[0009]   The above object, as well as other objects and 
advantages such as will appear from the disclosure, are 
achieved by the invention with an automotive steel cylin- 
der head gasket having the features recited in claim 1. 
[0010]   A few preferred embodiments of the invention 55 
will now be described, with reference to the enclosed 
drawings, given by way of example, wherein: 

Figure 1 is a broken-away, plan view of a steel cyl- 
inder head gasket according to a preferred embod- 
iment of the invention; 

Figure 2 is a view in cross-section made along line 
ll-ll of Figure 1, on an enlarged scale, of a portion of 
the gasket, shown in operating relation to the block 
and head of an internal-combustion engine; and 

Figure 3 is a view similar to Figure 2, for another 
embodiment of the invention. 

[0011] In the Figures, vertical dimensions are exag- 
gerated with respect to horizontal dimensions, for clarity 
of illustration. 
[0012] With reference to Figure 1 and 2, a partially 
shown engine block 10 of an automotive internal com- 
bustion engine has cylinder bores such 12, within which 
respective pistons (not shown) are slidably received. A 
gasket 16 is laid on top of engine block 10, and a cylin- 
der head 18 (also broken away) is bolted on top of gas- 
ket 16, as known in the art. 
[0013] Gasket 16 is a thee-layer steel-plate gasket, 
comprising a first stainless steel plate 20, or shim plate, 
which is stacked together with a second, upper spring 
steel plate 22 and with with a third, lower spring steel 
plate 24, also known as functional layers, both having 
conventional, embossed bore beads such as 26 and 28, 
respectively. All plates are preferably coated on one or 
both sides with a thin elastomeric layer (not shown), as 
known in the art, and are riveted or caulked together in 
at least two points such as 27, to maintain them assem- 
bled in the desired relationship, also as known in the art. 
The three stacked plates 20, 22 and 24 have openings 
30 corresponding to the cylinder bores 12 and also a 
number of holes such as 32, for oil and water passages, 
bolts, and the like. 
[0014] According to the invention, plate 20 is also 
embossed with a first shallow trough 34, or bore trough, 
running around each cylinder aperture 30, between the 
latter and bore bead 26. A short flat lip 36 is left between 
the inner limit of the trough and the bore edge. The 
trough contains a deposit 38 of a hard material, which 
has been applied in the fluid state and then cured to a 
solid mass. The hard material is preferably a high-resist- 
ance, thermosetting resin, typically an epoxy resin, and 
is preferably mixed with a mineral or metallic filler, such 
as powdery graphite or crushed mica, or a fine alumi- 
num powder. Alternatively, the hard material may be a 
metal powder that has been sintered in place. 
[0015] Trough 34 is made by pressing the plate, pref- 
erably in the blanking step itself, so that it involves sub- 
stantially no additional cost. A thermosetting resin is 
then preferably applied in a liquid, viscous form, by con- 
ventional silk-screen printing techniques, and the 
excess quantity of material is then removed by means of 
a doctor scraping along the plate surface to equalize the 
surface of the deposit with the surrounding surface of 
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the plate. The gasket plate is then passed into an oven, 
typically at a temperature of around 200°, for a short 
time, typically less than 10 minutes, to cure the resin 
into a solid body adhering to the plate and incorporating 
the filler. s 
[0016] Alternatively, the thermosetting resin may be 
laid into the trough as a thread of viscous, uncured 
preparation, which is metered out of a nozzle moved 
along the trough by a pantograph or other robotized 
holder, e.g. as taught in US-3 737 1 69 or in EP-0 177 10 
067. 
[0017]   Where a sintered metal is used rather than a 
thermosetting resin, the metal powder, such as iron, dis- 
persed in a viscous binder, is applied following either of 
both techniques described above for the application of is 
resin. The plate is then passed into an oven, but in this 
case the temperature is typically at around 1000°, and 
the dwelling time may be 30 minutes or more, to sinter 
the metal into a solid mass, while burning the binder 
away. 20 
[0018]    Plate 20 is also preferably embossed with a 
second trough 40, or peripheral trough, running along 
the outside edge of the engine block. Trough 40 is shal- 
lower than trough 34, and contains a deposit 42 of the 
same or similar high-resistance thermosetting resin 2s 
preparation or sintered metal as trough 34. Trough 40 
may be embossed in the same blanking step during 
which trough 34 is embossed, so that it involves no 
additional cost. The thermosetting material may also be 
applied during the same process as deposit 38, also 30 
substantially with no additional cost. 
[0019]    When the above-described gasket is locked 
between the cylinder head and the block, bore beads 
26, 28 are elastically compressed, and lip 36 of plate 20 
abuts closely against the overhanging flat area of plate 35 
22. The resin deposit or sintered metal is thus substan- 
tially sealingly enclosed between plates 20 and 22 and 
is maintained insulated from the combustion gases in 
the cylinder. Therefore, where a resin is used, this can- 
not be burnt or degraded by the combustion taking 40 
place in the cylinder, in spite of the high operating tem- 
peratures. 
[0020]   It will be apparent to those skilled in the art that 
the trough filled with resin provides the full function of a 
conventional stopper, but its thickness can be chosen 45 
with high accuracy, and its manufacturing cost is lower 
than other known stoppers. 
[0021 ] The depths of troughs 34 and 40 are chosen in 
relation to the pressure increases that are desired at the 
cylinder bore edge and at the outside edge, respec- so 
tively. Typically, the depth of trough 34 (and therefore 
the thickness of deposit 38) is in the range 0.O5 mm to 
0.10 mm, while the depth of trough 40 is typically 0.02 to 
0.06, although these values are not stringent, and are 
only given by way of example. Trough 40 is generally ss 
shallower than tough 34, in order to provide a higher- 
than-average pressure at the outer edge, though lower 
than the pressure around the cylinder bores. However, 

in certain cases both troughs may have the same depth. 
[0022] A ready change that can be made to the gasket 
of Figure 2, within the teachings of the invention, is to 
dispense with the third steel plate 24, so that a two-layer 
gasket is obtained. Alternatively, the gasket of Figure 2 
could be provided with a further spring steel plate, simi- 
lar to one of plates 22 or 24, to obtain a four-layer gas- 
ket. These variations will be readily apparent to one 
skilled in the art. 
[0023] Wrth reference to Figure 3, a single-layer gas- 
ket is shown, according to another embodiment of the 
invention. The single plate 50 of this embodiment is sim- 
ilar to shim plate 20 of Figure 2, and is coated with an 
eiastomeric resin on both sides. Similarly to plate 20 of 
Figure 2, it comprises a bore trough 52 and a shallower 
peripheral trough 54, each containing a respective 
deposit of a thermosetting resin or sintered metal 56, 
58, similar to the composition of the gasket of Figure 1 
and 2. Plate 50, however, is made of spring steel, and 
has an embossed bead 60, so that it also incorporates 
the functions of plate 22 or 24. When the gasket is 
locked in place, the resin or metal deposits lie against 
the flat face of the cylinder head, and are thus insulated 
from the combustion gases. 

Claims ^ 

1. An automotive steel cylinder head gasket compris- 
ing at least a first steel plate (20; 50):having open- 
ings (30) corresponding to respective cylinder 
bores and a stopper around each of said openings, 
characterized in that each stoppers comprises a 
shallow bore trough (34; 52) embossed in the first 
steel plate and filled with a thermosetting material 
(38:56). 

2. The gasket of claim 1, characterized in that a short 
flat lip (36) extends inwardly from the inner side of 
the bore trough (34). 

3. The gasket of claim 1 or 2, characterized in that the 
depth of each bore trough (34) is in the range 0.05 
to 0.10 mm. 

4. The gasket of any of claims 1 to 3, characterized in 
that it further comprises a peripheral shallow trough 
(40, 54) running along the outside periphery of the 
first steel plate (20; 50) and filled with a thermoset- 
ting material (42, 58). 

5. The gasket of claim 4. characterized in that the 
peripheral trough (40, 54) is shallower than the bore 
troughs (34, 52). 

6. The gasket of any of claims 1 to 5, characterized in 
that the thermosetting material is a thermosetting 
resin. 
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7. The gasket of claim 6, characterized in that said 
thermosetting resin includes a mineral filler. 

8. The gasket of claim 6, characterized in that said 
thermosetting resin includes a filler made of a s 
metallic powder. 

9. The gasket of any of claims 6 to 8, characterized in 
that said thermosetting resin is a high-resistance 
epoxy resin. 10 

10. The gasket of any of claims 1 to 5, characterized in 
that the thermosetting material is a sintered metal. 

11. The gasket of any of claims 1 to 10, characterized 15 
in that the first steel plate (50) is embossed with an 
elastic bore bead (60) running around each bore 
trough. 

12. The gasket of any of claims 1 to 11, characterized 20 
in that it further comprises a second steel plate (22) 
stacked together with the first plate (20) on its side 
bearing the thermosetting material. 

13. The gasket of claim 12, characterized in that the 2s 
areas of the second steel plate (22) overhanging 
the deposits of thermosetting material (38. 42) are 
flat. 

14. The gasket of claim 12 or 13, characterized in that 30 
the second steel plate (22) is embossed with an 
elastic bore bead (26) running around each bore 
trough (34). 

15. The gasket of any of claims 1 to 14, characterized 35 
in that it further comprises a third steel plate (24) 
stacked together with the first plate (20) on its side 
opposite to the deposit of thermosetting material. 

16. The gasket of claim 15, characterized in that the 40 
second steel plate (24) is embossed with an elastic 
bore bead (28) running around each bore trough 
(34). 

17. The gasket of any of claims 1 to 16, characterized 45 
in that the thermosetting material is deposited by a 
silk-screen printing technique. 

18. The gasket of any of claims 1 to 16. characterized 
in that the thermosetting material is deposited as a so 
metered thread of viscous material from a nozzle. 

55 
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